CLAIM AS MY INVENTION: 



1. A blow molding machine comprising: 




a blow molding wheel having a plurality of molds at 

( 

its periphery each having two separable segments and 
said wheel being rotatable on an axis; 
V. guide track means forming a closed circuit and disposed to 
register at least im part alignment with tho travorao * 



V. 



<p©f- said wheel for a discrete distance; 
% % plural carriages on said guide track means; 

driving means including wheel driving means and carriage 
driving means for simultaneously and" synchronously " 
driving said wheel and said carriages through said 
discrete distance at zero relative velocity; 



0 



a label suction means on each carriage to grasp a label 




from a source of supply adjacent the guide track 
means; and 

I means to move said label suction means and the label , 

into the adjacent mold part while moving through said 
discrete distance at said zero relative velocity. 



The method of blow Molding which includes the steps 



continuously and sequen :ially moving a plurality of molds 



through a first c 
at one point in said y 

forming a par 
opening the mold 

the first c 



drawing off a pol 




sqG circuit; 

closed circuit continuously 
moldable plastic material; 
t is open at said one point in 
rcuit; 



tion of the parison into each respective 



mold at saifd first! point in the first closed circuit 
to charge the mold; 
thereafter closing the charged mold; 
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mold and ejecting 



introducing a gaseous medium into the parison within the 
charged mold to expand the parison into a hollow 
object corresponding to the size and shape of the mold; 
at a second point in tie first closed circuit opening the 

the molded article therefrom to 
condition the mold for repeating the cycle; 
continuously and sequentially moving a plurality of 

a second closed circuit; 
at one point in the second closed circuit picking up one 
or more labels from a label supply station for 
transport on a ca rriage ; 
intersecting the two closed circuits at a matched segment 



carriage through the matched 
relative velocity; 
or mo^e labels from the carriage to 
t during the unison movement 
3d segment; and 
thy 'of said first and second 
from a common power source; 
in-mold labeling of all of the 




in both circuits; 
moving the mold parts 

segment in unison 
transferring said on£ 
a corresponding 
through the mate! 
synchronously driving 
circuits ip unijsoi 
thereby to continuously ef zee : 
articles molded in thp first <plosed circuit 

3. The method of in-diold labeling of a blow molded 
article which includes the stops of: 

continuously driving a trolley through a closed circuit; 
at one point in the circuit pressure pre-positioning a 

label to be applied to its molded article; 
drawing -of f and pressur s retaining the label onto the v 

ious movement in the circuit; 
at a second point in the circuit shifting the trolley and 
its label in a lateral direction towards registration 



trolley for cbntim 
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actic n 



with a mold without interruption of the continuous 
driving of the trolley in the circuit; 
at a third point in th^ circuit simultaneously releasing 
retaining pressur^ ogxljhe trolley while pressure 
retaining the lab$l or/ the mold to transfer the label 
to the mold; 
at a fourth point 
a lateral dirj 
picking up ai 
continuous driving 



cii 



Label 



cuit shifting the trolley in 
condition the trolley for 
without interruption of the 
of the trolley in the circuit; and 
thereafter recycling thje trolley to said first point in 
the circuit. 



y JX 1 'J^bbs in-mo|)a labeling of a blow molded article in a 



multiply station, blow moldi^W^^nine^, 

K^^ua^le^^racKmeans forming ^an endless closed circuit 



/ 



through which to drive a carriage means; 
pressure pre-positioning means forming a label pick-up 
1 station adjacent said guide track means; 

i carriage means having an air actuating means for dr awing - 
off a label from said pick-up station and pressure 
retaining a label onto the carriage means for 
transport thereof on the carriage means; 
Y said guide track means having transfer station means for 
1 shifting the carriage means and the label transported 

thereby/ in a lateral direction towards registration 
\QC witt^p^mold without interruption of the continuous 
movement of the carriage means in the guide track 
means ; 

Y releasing means at said transfer station for simultane- 



ously releasing retaining pressure on the carriage 




means while pressure retaining the label on the mold 
to transfer the label to the mold at the point of 
registration of the carriage means with the mold; 

D 

I | said guide track means having means shifting the carriage 

I 

back in a lateral direction to condition the carriage 
means for picking up another label without interrup- 
tion of the continuous movement of the carriage means 
in the guide track means; 
whereby the carriage means can be continuously driven in an 
endless closed circuit in synchronism with the multiple station 
blow molding machine. 

If jo. The apparatus of claim m, wherein said pressure pre- 

| positioning means further comprises: 

| 

'% at least one label rack means for arranging and holding a 

V* stack of labels in a desired position; 

|j grasping means on said carriage means for grasping a 

single label from said label rack means. 

| // 

\*i Tne apparatus of claim Jf, wherein said grasping means 

I has at least two air pressurized suction cup members for grasping 

k said label from said rack means. 

I 

|5 X. The apparatus of claim if, wherein said at least two 
I suction cup members are spaced apart a predetermined distance and 

i 

I said air actuating means for drawing-off passes between said 

I suction cup members and draws-off and retains the label from said 

I suction cups of said grasping means. 



The apparatus of claim ff , wherein said at least two 
suction cup members provide a rigid engagement line on the label 
which is engaged by said air actuating means for drawing-off to 



provide a precise transfer of the label while keeping the label 
in a smooth unwrinkled state. 

j% The apparatus of cljjdm^, wherein said label rack 

means and the stack of labels are arranged at a positive angle 
with respect to the horizontal and has a weighted member at the 
end of the stack, a rotatable arm member opposite said stack 
whereby said arm member picks a label from the stack and places 
it on the carriage means. 

The_apparatus_of claJ^JS^ wherein said lajael rack 

means has a label retention and adjustment means at the end of 
the label stack opposite said weighted member to prevent the 
labels from falling out while allowing the rotatable arm member 
to remove one label at a time and providing adjustability of the 
label position while the apparatus continues its motion. 



2 

"7 yf . The apparatus of cj^aliarjfr, wherein said means for 
drawing -off and pressure retaining the label onto the trolley is 
a rotatable turret member having at least one air pressurized 
suction cup member. 

n 

^ *2T. The apparatus of claim >f, wherein said at least one 
s suction cup member is resilientxy affixed to said turret so that 




it may yield upon contact WT Cry -aa*d~ mold 



H yS. The apparatus of claim M, wherein said carriage means 

y — 

has at least two parallel elongated base members which extend 
across the width of said guide track and are affixed at their 
ends to each transport chain, said means for drawing-off being a 
rotatable turret having at least one air pressurized suction cup 
member for retaining said label on said trolley, said turret 
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being mounted to at least one of said base members in a slidable 
manner whereby said turret may be laterally moved to a desired 
position between said drive chains along said base member. 

5 >4^ The apparatus of claim Jt 9 wherein said means for 
shifting in the circuit is a cammed surface which cooperates with 
a cam follower on said carriage means to provide the desired 
motion. 



\ The apparatus of aljaim_)f, wherein said means for 

/ drawing-off and pressure retaining the label onto the carriage 

means has an air valve which momentarily cuts the air pressure to 
said means for drawing-off and retaining when the label is in the 
position corresponding to the point of registration. 

r"^X ( 0 JAT. The apparatus of cl^ttaTfo, wherei n said pressure 

^ retaining of the label on the mold is supplied by an air vacuum 
line which extends through the mold and draws the label into the 
mold cavity. 



& Jgf. The apparatus of claim ft, wherein said apparatus is 
adjustable to provide proper positioning of the entire apparatus 
with respect to the mold. 



18. The method of in-rtold labeling of a blow molded 



article which includes the st 
continuously driving 
at one point in the 
least two labe 




rs d>f: 

lley through a closed circuit; 

pressure pre-positioning at 
'e applied to a molded article; 
drawing-off and pre'Ssurfe retaining the labels onto the 
trolley for continuous movement in the circuit; 



M 



V 



at a second point in the circuit repositioning the trolley 

and the labels f c r lateral movement; 
at a third point in the circuit shifting the trolley and 

its labels in lateral directions towards registration 
with a mold without interruption of the continuous 
driving of the trolley in the circuit; 
at a fourth point in the circuit simultaneously releasing 
retaining pressure on the trolley while pressure 
retaining the labals on the mold to transfer the 
labels to the molp cc^ressJonding to the points of 



I registration; 

1 

1 at a fifth point in 
I for lateral 

J at a sixth point ifn €. 
I lateral direction 



l<i circuit repositioning the trolley 




^ circuit shifting the trolley in a 
to condition the trolley for 
picking up /at lea$t another two labels without inter- 
ruption ofl the continuous driving of the trolley in 
the circuit; and 
I thereafter recycling tlie trolley to said first point in 



the circuit. 



SyS" An apparatus for in-mold labeling of a blow molded 

article dB^SSsSgf^^ 



ri 



guide track means forming a closed circuit; 

i 

!— trolley means in said closed circuit and drive means for 

continuously driving said trolley means through said 

circuit without interruption; 
f pressure pre-positioning means at one point in the circuit 

for picking up at least two labels to be applied to a 

molded article; 
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P suction means on said trolley means for drawing-off and 

{ 




pressure retaining the labels onto the trolley means 
for continuous movement in the circuit; 
fjmeans for repositioning the trolley means and the suction 
means for ^lateral movement; 

guide track^means Havin^ffeans £or shifting tone/ r 
trolley meang"^i^la^er^ 

with an open mold without interruption of the 
continuous driving of the trolley means in the 
circuit; 



jr 1 means for simultaneously releasing retaining pressure on 

\ 

the trolley carried suction means while pressure 
retaining the labels on the mold iparto» to transfer 
j£ the labels to the mm f\ jinrtn; 

^'^f means for repositioning the trolley means for lateral 
movement ; 

iisaid guide track means having means for shifting the 

1 



trolley means in a ^lateral direction to condition the 
trolley means for picking up a new change of labels 
without interruption of the continuous driving of the 
trolley means in the circuit; and 
V| means for recycling the trolley means to said one point in 
the circuit. 



transi orting 



20. A label 
in a blow molding machine 
of two mold halves, each 
mold cavity which acce; 
halves are in a firs 
molded into a desired shi 



closed position v c^fmprisii}g 




and dispensing apparatus for use 
ing at least one mold pair made up 

half having at least one respective 
erial to be molded when the mold 
position and the material is then 
pe when the mold halves are in a second 



4 



a label dispenser capable qf dispensing two labels simul 
taneously; 

at least two transport chaifris separated a predetermined 
distance; I 

at least one trolley affixed to said transport chains and 
having at least two rotta table turret label engagement 
assemblies each having at least one air controlled 
suction cup member capable of engaging, grasping and 
releasing a label from sjaid label dispenser , each of 
said turrets having at ] east one guide arm; 

a guide track means for accepting said guide arms and said 
transport chains and for providing movement of said 



guide 



transport chains and 
guide track means being 
transport chains, 
least three sections 
a first of said at 

a matching segment 
segment thro 
their open pc^a'it 
least three 
said label dfLspe; 
each of said sections 
for engaging said 
turrets and! for 



d at J.east one trolley, said 
sit lone d between said 
track means having at 



t three sections comprising 
^nja^cioned between an arc 
icX said mold pairs move in 
nd a second of said at 
being positioned adjacent 



having a respective means 
guide arms of said 
providing positioning of 



said label Engagement assemblies of said 
trolley; 

air suction label retaining means within each of said 
mold cavities of saic) mold halves; 
whereby each of said label engagement assemblies engages and 
grasps a label from said label dispenser, the labels are trans- 
ported to a position within each) mold cavity of at least one 
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respective pair of molds in their open position by said transport 
chains, the label engagement assemblies and the labels moving 
through said matching segment lat zero relative velocity with 
respect to the mold parts for Ipositioning the labels within said 
mold cavities, said labels are! simultaneously released from said 
label engagement assemblies ank are retained within said mold 
cavities by said label retaining means and said label engagement 
assemblies are transported bad to said label dispenser to repeat 
the cycle. 



.21. The, apparatus^ of 
trolley has at least two 
extend across the width of 
their ends to each drive chain 
of said at least two base mi 
said turret may be moved ti 
chains along said base membe: 




20^ wherein said at least one 
elongated base members which 
guide track and are affixed at 

urret being mounted on one 
a slidable manner whereby 
red position between said drive 



22. The apparatus pff cjla^m 21, wherein said at least one 
suction cup of said lapel ^ejxfdgement assemblies are in a position 
parallel to the direction of travel of said transport chain when 
in a position adjacent said llabel dispenser and said label 
engagement assemblies) are separated from each other a predeter- 
mined distance. 



23. The apparatus of[ claim 22, wherein said at least one 
suction cup of said label engagement assemblies are rotated 
outward by said positioning [means of said third section of said 
guide track to a position perpendicular to the direction of 
travel of said transport chain and are brought together by said 
positioning means of said ipird section to a desired position 
proximate the center of sa: d third section. 
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24. The apparatus of claim.,22, wherein said at least one 
suction cup of said label engagement assemblies are moved perpen- 
dicularly outward from the direction of travel of said transport 

ans of said first section of said 
guide track to a position within the mold cavities of a 
respective mold pair in its cjpen position proximate said label 
retaining means and is then ijeturned to its original position by 
said positioning means. 



25 . The apparatus of I c3aJLm_24 f wherein said at least one 
suction cup of said label engagement assemblies are rotated by 
said positioning means of satd second section of said guide track 
to their original positions foap^Tttel to the direction of travel 
of said transport chain and4are separated by Said positioning 
means of said second section to/ their original predetermined 
distance. 

26. The appar^tu^ ojfy^laim— 24, wherein said means for 
positioning is in thk ftwprfflof at least one cammed surface which 
cooperates with said at leist one guide arm to perform the 
rotation and positioning of said label engagement assemblies. 



27. The apparatus of claim- 25, wherein said cam means of 
said second and third sections of said guide track have at least 
two separate cams which eniage two guide arms on said turrets 
whereby one cam and guide trm provide rotation of the turret and 
the other cam and guide arm provide inward and outward movement 
of the turret in a direction perpendicular to the direction of 
travel of said transport cnain. 
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28. The apparatus of 
machine has a plurality of mold 
rotate in unison about a centfcal 



29. The apparatus of 
engages a respective mold pai 



laijn^25, wherein said blow molding 
pairs arranged in a circle which 
axis of the circle. 



3laim 28, wherein said apparatus 
: from the outer periphery of said 



circle and repeats the cycle for each mold pair as it rotates 
past said first section of said guide track. 



30. The apparatus of 
engages- a respective _mold _paiid 
circle and has a plurality of 
within each cavity of a 
said first section of said 



a plurality of trolleys and t, 
the distances between trolleys 
said apparatus will be 
circular blow molding m/achine 




28, wherein said apparatus 
from. the_ outer periphery of_said 
rolleys for providing a label 

mold pair as it rotates past 
tra 



31. The apparatus of' caaim^30, wherein said apparatus has 



appropriate mold pair -hhroughoi it the cycle 



port chains are timed and 
'established so the cycle of 
ized with the cycle of said 
alnd a trolley will register with an 



32. The apparatus of claim 30, wherein said apparatus has 



a plurality of trolleys and a 
transport chains are timed and 



plurality of mold pairs and the 
the distances between trolleys is 



established so that each cavity of a respective mold pair 
receives a label when it is rotated past said first section of 
said guide track. 



33. The apparatus of claim 20, wherein said suction cup 
of said engagement assembly is resiliently mounted whereby said 
label may be pressed up against the cavity of a respective mold 
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pair to provide ef feet i^JP^ positioning of the label against said 
label retaining means y&fefihthe suction cup may yield against an 
excessive force withpu^tf/aamaging any members. 
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